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PROBLEM TO BE SOLVED: To provide manufacture of a container on 
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person such as a blind person by providing an identification mark such as 
emboss, drilled hole, perforation, braille points according to the kinds or 
classes of the contents of container. 
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effected in the die to fuse the label 2 integrally to a container of resin. 
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CLAIMS 



tClaim(s)] 

[Claim 1] To the front face of a fine porosity resin oriented film whose void content is 5 - 60%, it is (i). The embossing pattern of 
40-200 wire gauges, (ii) Punching (iii), A perforation, the (iv) Braille points, and (v) The label which gave at least one kind of 
identification marking chosen from printing in foaming ink The manufacture approach of the label attachment container 
characterized by performing in mould shaping within this metal mold, and making one carry out welding of this label to the 
container made of resin after arranging in metal mold so that this identification marking may touch a metal mold wall. 
[Claim 2] The manufacture approach of a label attachment container according to claim 1 that it leads a melting resin sheet in 
this metal mold, draws a vacuum forming, pressure forming, or melting parison, and carries out injection molding of blow molding 
or the melting resin after in mould shaping arranges identification marking so that a metal mold wall may be touched. 
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DETAILED DESCRIPTION 



[Detailed Description of the Invention] 
[0001] 

[Field of the Invention] This invention relates to the manufacture approach of the label attachment container which welded at 
one the label which gave identification marking discriminable even to a person visually handicapped [, such as a blind person, ] to 
the container made of resin. 
[0002] 

[Description of the Prior Art] Conventionally, in order that the usual container may display a class, a manufacture manufacturer, 
etc. of contents in a container, the label with which printing was performed is stuck, and purchase and an activity are made after 
a purchaser and a user check the pattern of these labels, and the display of an alphabetic character by the eye. However, unless 
it was after it reads the configuration of the container etc. at the feel of a hand since the display of these labels cannot be 
checked by the eye, or reading and getting a label from those who can see, rt is able to purchase and an activity was not able to 
be carried out to a person visually handicapped [, such as a blind person, ]. Therefore, by the manufacture manufacturer, 
changing the configuration of the body of a container for every class of the contents or ******, or changing the configuration of 
the lid of a container etc., and putting marks, such as a projection of a special rib configuration, on the body of a container was 
made so that it could purchase easily also to a person visually handicapped [, such as a blind person, ]. For example, preparing 
the configuration of concavo-convex relief (sculpture) etc. in the container, and reading at the feel of a hand is indicated by 
invention given in JP.63-317462A JP.1-267159A and JP.2-13932.A. 
[0003] 

[Problem(s) to be Solved by the Invention] However, changing the configuration of the body of a container in this way. or 
changing the configuration of the lid of a container etc., and putting a special mark on the body of a container had to change the 
molding die of a container for every class of contents in the container, or grade, its class of container molding die increased as 
the result, and this had affected the cost rise of a product. 
[0004] 

[Means for Solving the Problem] this invention person used to come to complete this invention based on knowledge that a label 
attachment container with little effect is obtained by cost by fabricating the container made of resin using the label which gave 
identification marking, as a result of having changed the configuration of the body of a container, or a lid, or being unable to 
identify contents or repeating research wholeheartedly in view of the above-mentioned trouble, without putting a special mark on 
the body of a container. Namely, the manufacture approach of the label attachment container of this invention To the front face 
of a fine porosity resin oriented film whose void content is 5 - 60%, it is (i). The embossing pattern of 40-200 wire gauges, (ii) 
Punching (iii). The label which gave at least one kind of identification marking chosen from a perforation and the (iv) Braiile points 
After arranging in metal mold so that this identification marking may touch a metal mold wall, it is characterized by performing in 
mould shaping within this metal mold, and making one carry out welding of this label to the container made of resin. 
[0005] 

[Embodiment of the Invention] 

[I] Label attachment container (1) Body of a container (a) Base In the manufacture approach of the label attachment container of 
material this invention As a raw material for the bodies of a container used for in mould shaping which makes attachment of a 
label and shaping of a container one within metal mold Although the well-known thermoplastics used in case various containers 
are manufactured by the shaping approaches, such as blow molding, injection molding, differential pressure shaping (a vacuum 
forming, pressure forming), press forming, and foaming, can be used, rt is desirable to use the thermoplastics especially whose 
melting point is 135-264 degrees C. As an example of such thermoplastics, they are polypropylene, a consistency 0.880 - 0.965 
g/cm3. Poly CHIREN, polystyrene, a polyacrylonitrile, a polyvinyl chloride, polyethylene terephthalate, a polyamide, a 
polycarbonate, etc. can be mentioned. Especially in these thermoplastics, it is desirable to use polypropylene and high density 
poly CHIREN. Moreover, you may use as a layered product, and two or more sorts may be blended and used. 
[0006] (b) Form The thing of various configurations can be used as a configuration of the ** above-mentioned container. 
[0007] (2) It is used for the manufacture approach of the label attachment container of label this invention, and the label which 
consists of a fine porosity resin oriented film for in mould shaping which gave identification marking which consists of following 
structure and a following raw material as a label which welds to the above-mentioned container and is united is used. 
[0008] (a) Style The label which gave ****** identification marking is the thing which the structure made the thing of the two- 
layer structure which consists of fundamentally a base material layer and a glue line which consists of heat-sealing nature resin 
by which the laminating was carried out to the rear-face side of this base material layer, or 3 in_which the paper-like layer of the 
uniaxial-stretching object of a resin film which contains the end of non-subtlety fine powder in a front-face side further was 
formed layer systems, or the thing further made into multilayer structure. Although such a label is a slip-like before being stuck 
on a container within metal mold, after attachment is united with a container. It is desirable to use the label of the structure more 
specifically shown below. 

[0009] ** As an ingredient which consists of base material layer usual, a base material layer, and a glue line, and is used as this 
base material layer polypropylene and a line — polyethylene, high density polyethylene, and polystyrene — A polyacrylonitrile, a 
polyvinyl chloride, polyethylene terephthalate, the resin film which made the thermoplastics whose melting points, such as a 
polycarbonate and a polyamide, are 135-264 degrees C contain the end of non-subtlety fine powder eight to 65% of the weight — 
or They are aluminum or Si02 to the film which carried out coating of the inorganic bulking agent content latex on the front face 
of this resin film, or said resin film. The thing made to vapor-deposit can be mentioned. Even if such a base material layer is a 
monolayer, it may be the structure where the laminating of [ more than a bilayer ] was carried out. 

[0010] ** The laminating of the film layer which the melting points, such as a metal salt of the low density polyethylene used as a 
glue line, a vinyl acetate ethylene copolymer, ethylene and (meta) an acrylic-acid copolymer, and an ethylene and (meta) an 
acrylic-acid copolymer, become from the heat-sealing nature resin which is 85-135 degrees C is carried out to the rear-face 
side (side which touches a resin container) of the resin film of the glue line aforementioned base material layer. By the laminating 
of this heat-sealing nature resin film layer, adhesion with a label and a resin container can be strengthened more. 
[0011] (b) Base Material (component) 

As a raw material used as a label in the manufacture approach of the label attachment container of this invention. 10 - 45% of 
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fine porosity resin oriented film is preferably used for a void content 5 to 60%. As a raw material in the case of the label of the 
above-mentioned structure, it becomes being the following, for example. 

[0012] ** As an ingredient used as a base material layer base material layer Polypropylene, high density polyethylene, medium 
density polyethylene, straight chain-like polyethylene, Polyester, such as a polyvinyl chloride, polyethylene terephthalate, and 
polybutylene terephthalate, the resin film which made the thermoplastics whose melting points, such as a polyamide, are 127-264 
degrees C contain the end of non-subtlety fine powder eight to 65% of the weight — or the film which carried out coating of the 
inorganic bulking agent content latex on the front face of this resin film, or said resin film — aluminum and Si02 etc. — the thing 
made to vapor-deposit can be mentioned. Even if such a base material layer is a monolayer, it may be the film of multilayer 
structure with which the laminating of [ more than a bilayer ] was carried out. In the case of the resin film of such multilayer 
structure, a laminating can be carried out by the approach by the co-extrusion, or the approach by lamination. 
[001 3] ** The low temperature of 20 degrees C or more, and independent or the heat-sealing nature resin which consists of two 
or more sorts of mixture (B, B') of the thermoplastics which has the melting point of 78-145 degrees C preferably is used for the 
rear-face side (side which touches a resin container) of the resin film of the glue line aforementioned base material layer from 
the melting point of the raw material resin (A) of this base material layer. The melting point of thermoplastics is the temperature 
of the peak of the DSC curve when measuring 3-1 Omg of sample resin by part for programming-rate/of 5 degrees C with a 
differential heat scan analyzer (DSC) here. 

[0014] As such a heat-sealing nature resin constituent, ethylene system resin, such as a metal salt (Zn, aluminum, Li. K, Na) of 
high density polyethylene, semi-gross density and low density polyethylene, direct chain-line-like polyethylene, an ethylene- 
vinylacetate copolymer, an ethylene acrylic-acid copolymer, an ethylene acrylic-acid alkyl ester copolymer, an ethylene alkyl 
methacrylate ester copolymer (the carbon number of an alkyl group is 1 -8), and an ethylene methacrylic-acid copolymer, is used. 
Mixture with 90 - 45 % of the weight is good more than a kind of the resin with which especially the resin (C) of parison was 
chosen from 10 - 55 % of the weight (consistency: 0.88 - 0.94 g/cm3, 10 melt index:0.05-30g /, minutes) of direct chain-line-like 
low density polyethylene, low density polyethylene, the ethylene methacrylic-acid copolymer, the ethylene acrylic-acid 
copolymer, and the ethylene-vinylacetate copolymer in the case of polypropylene or high density polyethylene. A transparent film 
is sufficient as this heat-sealing nature resin layer, and even if it has not extended, it may be extended. It is good to have not 
carried out crystal orientation, even if extended preferably. The laminated-structure film after said embossing is usually 
preferably extended by the one direction 4 to 10 times 3.5 to 12 times at least. This drawing is temperature lower than the 
melting point of the resin of a base material layer, and is performed at the temperature more than the melting point of heat- 
sealing nature resin. Although orientation of the base material layer is carried out by this drawing, orientation of the heat-sealing 
nature resin layer is not carried out. 

[0015] (c) Total The laminated film which carried out the laminating of the heat-sealing nature resin to the growth above- 
mentioned base material layer is extended by the one direction at least. This drawing is extended 4 to 7 times in a lengthwise 
direction, and is usually preferably extended by the longitudinal direction 5 to 10 times 3.5 to 12 times 3.5 to 10 times especially 
preferably [ it is desirable and ] 4 to 1 0 times three to 1 2 times. 

[001 6] (d) Meat Generally 30 micrometers - the 300 micrometers of the total thickness of a thickness label are 45-200 
micrometers preferably. Generally 1 -30 micrometers of thickness of the adhesives layer of the label which has this inner heat- 
sealing nature resin are 2 micrometers - 20 micrometers preferably. 

[0017] (e) If the laminated film after the other processing aforementioned drawings (synthetic paper) is required, surface printing 
nature and an adhesive property are improvable by performing corona discharge processing, flame treatment, plasma treatment, 
etc. Moreover, printing is usually performed to the front-face side of said base material layer, for example, a paper-like layer. As 
such printing, there are gravure, offset printing, flexographic printing, screen-stencil, etc., and a trade name, the manufacturer, a 
sale firm name, the character, a bar code, operation, etc. can be printed by this. 

[001 8] (f) It is important for the label used for the manufacture approach of the container with a label of identification marking 
this invention that identification marking is prepared. As this identification marking, printing in the embossing pattern of wire 
gauges 40-200 (number of the line per inch), punching of 1-10mmphi, a perforation. Braille points, and foaming ink etc. can be 
mentioned, these identification marking is independent in at least one kind of identification marking — or it can use together and 
use. 

[0019] (i) As embossing encaustic wire gauge 40-200 embossing pattern of 40-200 wire gauges, they are a line, a trapezoid, a 
grid, etc. 

(ii) As punching punching, it is an open beam thing about an about 2-6mm hole preferably 1-1 0mm, for example. As a 
configuration of a hole, it can consider as various kinds of configurations, such as a round head, a rectangular head, a triangle, 
and a star type. 

(iii) as a perforation perforation. 1-5mm, it is about 2-3mm in spacing preferably, and put on pore with a magnitude of about 0.3- 
0.6mm continuously preferably width of face of 0.3-1 mm — ****** j s m ade. 

(iv) as Braille-points Braille points — 2-5mm — desirable — spacing of about 3~4mm — it is — 3x3 to 12x1 2mm angle — 
embossing of the magnitude of 5x5 to 10x1 0mm angle extent is prepared preferably. 

[0020] (g) The label for containers with which the surprise processing above-mentioned printing and identification marking were 
given is separated into the label of a required configuration and a dimension by surprise processing. Although this label may be a 
partial thing stuck on a part of container front face, it can be formed as a blank which usually surround the lateral portion of a 
cup-like container. 

[0021] [II] In mould shaping (1) ** In order to make a label equipped with ****** identification marking into the container made of 
resin, and one, after making it arrange so that this identification marking may touch the wall surface in an in mould molding die. in 
mould shaping is carried out. 

[0022] (2) ** As the above-mentioned in mould shaping for carrying out welding of the form label so that it may be united in the 
container made of resin, a vacuum forming, pressure forming, blow molding, matched-die shaping, or injection molding can be 
mentioned. 

(a) After arranging a vacuum forming or pressure-forming identification marking so that the wall surface in an in mould molding 
die may be touched, this melting resin sheet is led in metal mold, and it is made reduced pressure, or carries out by the approach 
of the well-known vacuum forming using compressed-air gas, and/or pressure forming. 

[0023] (b) After arranging blow molding identification marking so that the wall surface in an in mould molding die may be touched, 
melting parison is drawn in metal mold and it carries out by the approach of well-known blow molding. 

On the manufacture concrete target of a hollow container, beforehand the discernment side of said label, for example to a metal 
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mold side After turning and inserting a glue line side inside a metal mold internal surface, the parison of thermoplastics, such as 
polypropylene resin or high-density-polyethylene resin which carried out melting kneading with the extruder, is hung at the 
temperature of 170 degrees C - 250 degrees C in this metal mold. After closing the end by eye a mold clamp, 0.5-1 0kg/cm2 of 
parisons is expanded inside this parison G and by introducing 2-5kg/cm2 of compressed gas of G preferably. While pressing the 
field of the outside of parison to the wall of metal mold by this and fabricating this parison in the configuration where the 
configuration of metal mold was met After pasting up the parison fused to the glue line of the label inserted to the wall of said 
metal mold, fusing the resin of the glue line of a label and carrying out welding of parison and the glue line of a label, it cools, and 
a blow molded container with an aperture and a label is picked out from metal mold, and metal mold is manufactured. 
[0024] (c) After arranging injection-molding identification marking so that the wall surface in an in mould molding die may be 
touched, one can be made to carry out welding of the label to the container made of resin by the usual injection-molding method 
for injection molding melting resin. 

[0025] [III] The container with a label which is more than a label attachment container, and was made and manufactured is the 
good thing which has few generating of a blister, and since a molding cycle is short and shaping cost is also cheap, it can be used 
as general-purpose containers, such as a shampoo bottle, an edible-oil bottle, a motor oil container, a toilet sterilization solvent 
container, and its allogene activity various containers. 
[0026] 

[Example] The example of an experiment shown below explains this invention still more concretely. 

On one side of the synthetic paper "YUPO FPG-80" (trade name: 31% of void contents) which consists of a fine porosity 
polypropylene oriented film by manufacture Oji-Yuka Synthetic Paper of the label an example 1 - for 3(1) in moulds Coating of 
"ADOKOTO X33P5 [the toluene solution of an ethylene-vinylacetate copolymer (crystallization temperature of 58 degrees C 
measured by DSC)]" is carried out in the coverage of 4 g/m2. an Oriental Morton thermo-sensitive heat-sealing agent — drying 
— further — a heat-sealing agent — objection — respectively — (**) — the object for a hair shampoo (example .1 ), and (**) — 
the object for hair rinses (example 2) and printing for a body (Ha) shampoo (example 3) were performed. Subsequently, while 
giving complete embossing of a wire gauge 60 to the label for a (b) hair shampoo, six punching with a diameter of 5mm is opened. 
While giving both-sides side embossing of a wire gauge 1 00 to the label for (b) hair rinses, five punching with a diameter of 5mm 
is opened. While embossing a wire gauge 120 to the 1/4th page of the label for a body shampoo, four pieces and five punching 
with a diameter of 3mm are opened for punching with a diameter of 5mm. (Ha) the above-mentioned (**) — the shampoo for hair 
(example 1 ), and (**) — a hair rinse (example 2) — and the magnitude of a body (Ha) shampoo (example 3) — respectively — as 
the 10cmx10cm label for in moulds — piercing — (**) — the label for a shampoo for hair, and (**) — the label for hair rinses and 
the label for a body (Ha) shampoo were manufactured. 

[0027] (2) blow molding — metal mold was made to equip with the label for in moulds of these so that the field (glue line) where 
coating of the heat-sealing agent of this label was carried out, and the field (surface layer) of an opposite hand may touch the 
wall surface of metal mold Subsequently, in this metal mold, "high-density-polyethylene BZ-50" by Mitsubishi Chemical was 
extruded with the "V-50 mold blow molding machine" By Placo, and parison was extruded with the resin temperature of 200 
degrees C. And a mold aperture is carried out after supplying the compressed air with a pressure of 5kg/cm2 in parison after 
inserting this parison with the metal mold which cooled 20-degree C cooling water by 30!. the amount of water for /, and carrying 
out size enlargement of the parison to this metal mold wall. (**) 200mm and whose thickness 60mm and height are 1mm for a 
drum diameter — the hollow container for a hair shampoo (example 1), and (**) — it fabricated as the hollow container for hair 
rinses (example 2), and a hollow container for a body (Ha) shampoo (example 3). 

[0028] (3) Criticism The hollow container for a ****** (b) hair shampoo, the hollow container for (b) hair rinses. And the result of 
having examined and got the hollow container for a body (Ha) shampoo by ten totally blind persons who taught the identifying 
method beforehand, The container which six punching with a complete embossing and a diameter of 5mm was able to open [ all 
the members ] is 600 yen of the hollow container for a (b) hair shampoo. The container which five punching with a both-sides 
side embossing and a diameter of 5mm was able to open is 500 yen of the hollow container for (b) hair rinses. And the container 
which was able to open four pieces and five punching with a diameter of 3mm for punching with 1/4 embossing and a diameter of 
5mm applied simply that it was a hollow container for a body (Ha) shampoo. 
[0029] 

[Effect of the Invention] Since it is the embossing pattern of 40-200 wire gauges, punching, a perforation, and the label with 
which identification marking of Braille points was given discriminable also to a person visually handicapped [, such as a blind 
person. ] and the label can be read at the feel of a hand, such a manufacture approach of the label attachment container of this 
invention can be purchased after getting to know the contents in a container also to a person visually handicapped [, such as a 
blind person, ], or can be used. Therefore, by the manufacture manufacturer, since what is necessary is just to only give 
identification marking to a label even if it does not change the molding die of a container for every class of contents in a 
container, or grade, the class of metal mold can be lessened and the cost rise of a product can be controlled. 
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TECHNICAL HELD 



[Field of the Invention] This invention relates to the manufacture approach of the label attachment container which welded at 
one the label which gave identification marking discriminable even to a person visually handicapped [, such as a blind person, ] to 
the container made of resin. 
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PRIOR ART 



[Description of the Prior Art] Conventionally, in order that the usual container may display a class, a manufacture manufacturer, 
etc. of contents in a container, the label with which printing was performed is stuck, and purchase and an activity are made after 
a purchaser and a user check the pattern of these labels, and the display of an alphabetic character by the eye. However, unless 
it was after it reads the configuration of the container etc. at the feel of a hand since the display of these labels cannot be 
checked by the eye, or reading and getting a label from those who can see, it is able to purchase and an activity was not able to 
be carried out to a person visually handicapped [. such as a blind person, ]. Therefore, by the manufacture manufacturer, 
changing the configuration of the body of a container for every class of the contents or or changing the configuration of 

the lid of a container etc., and putting marks, such as a projection of a special rib configuration, on the body of a container was 
made so that it could purchase easily also to a person visually handicapped [, such as a blind person, ]. For example, preparing 
the configuration of concavo-convex relief (sculpture) etc. in the container, and reading at the feel of a hand is indicated by 
invention given in JP.63-31 7462.A. JP.1-267159.A. and JP.2-13932A 
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EFFECT OF THE INVENTION 



[Effect of the Invention] Since it is the embossing pattern of 40-200 wire gauges, punching, a perforation, and the label with 
which identification marking of Braille points was given discriminable also to a person visually handicapped [, such as a blind 
person, ] and the label can be read at the feel of a hand, such a manufacture approach of the label attachment container of this 
invention can be purchased after getting to know the contents in a container also to a person visually handicapped [, such as a 
blind person, ], or can be used. Therefore, by the manufacture manufacturer, since what is necessary is just to only give 
identification marking to a label even if it does not change the molding die of a container for every class of contents in a 
container, or grade, the class of metal mold can be lessened and the cost rise of a product can be controlled. 
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TECHNICAL PROBLEM 



[Problem(s) to be Solved by the Invention] However, changing the configuration of the body of a container in this way, or 
changing the configuration of the lid of a container etc., and putting a special mark on the body of a container had to change the 
molding die of a container for every class of contents in the container, or grade, its class of container molding die increased as 
the result, and this had affected the cost rise of a product. 
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MEANS 



[Means for Solving the Problem] this invention person used to come to complete this invention based on knowledge that a label 
attachment container with little effect is obtained by cost by fabricating the container made of resin using the label which gave 
identification marking, as a result of having changed the configuration of the body of a container, or a lid, or being unable to 
identify contents or repeating research wholeheartedly in view of the above-mentioned trouble, without putting a special mark on 
the body of a container. Namely, the manufacture approach of the label attachment container of this invention To the front face 
of a fine porosity resin oriented film whose void content is 5 - 60%, it is (i). The embossing pattern of 40-200 wire gauges, (ii) 
Punching (iii), The label which gave at least one kind of identification marking chosen from a perforation and the (iv) Braille points 
After arranging in metal mold so that this identification marking may touch a metal mold wall, it is characterized by performing in 
mould shaping within this metal mold, and making one carry out welding of this label to the container made of resin. 
[0005] 

[Embodiment of the Invention] 

[I] Label attachment container (1) Body of a container (a) Base In the manufacture approach of the label attachment container of 
material this invention As a raw material for the bodies of a container used for in mould shaping which makes attachment of a 
label and shaping of a container one within metal mold Although the well-known thermoplastics used in case various containers 
are manufactured by the shaping approaches, such as blow molding, injection molding, differential pressure shaping (a vacuum 
forming, pressure forming), press forming, and foaming, can be used, it is desirable to use the thermoplastics especially whose 
melting point is 1 35-264 degrees C. As an example of such thermoplastics, it is 3 polypropylene and the consistency of 0.880- 
0.965g/cm. Poly CHIREN, polystyrene, a polyacrylonitrile, a polyvinyl chloride, polyethylene terephthalate, a polyamide, a 
polycarbonate, etc. can be mentioned. Especially in these thermoplastics, it is desirable to use polypropylene and high density 
poly CHIREN. Moreover, you may use as a layered product, and two or more sorts may be blended and used. 
[0006] (b) Form The thing of various configurations can be used as a configuration of the ** above-mentioned container. 
[0007] (2) It is used for the manufacture approach of the label attachment container of label this invention, and the label which 
consists of a fine porosity resin oriented film for in mould shaping which gave identification marking which consists of following 
structure and a following raw material as a label which welds to the above-mentioned container and is united is used. 
[0008] (a) Style The label which gave ****** identification marking is the thing which the structure made the thing of the two- 
layer structure which consists of fundamentally a base material layer and a glue line which consists of heat-sealing nature resin 
by which the laminating was carried out to the rear-face side of this base material layer, or 3 in.which the paper-like layer of the 
uniaxial-stretching object of a resin film which contains the end of non-subtlety fine powder in a front-face side further was 
formed layer systems, or the thing further made into multilayer structure. Although such a label is a slip-like before being stuck 
on a container within metal mold, after attachment is united with a container. It is desirable to use the label of the structure more 
specifically shown below. 

[0009] ** As an ingredient which consists of base material layer usual, a base material layer, and a glue line, and is used as this 
base material layer polypropylene and a line — polyethylene, high density polyethylene, and polystyrene — A polyacrylonitrile, a 
polyvinyl chloride, polyethylene terephthalate, the resin film which made the thermoplastics whose melting points, such as a 
polycarbonate and a polyamide, are 135-264 degrees C contain the end of non-subtlety fine powder eight to 65% of the weight — 
or They are aluminum or Si02 to the film which carried out coating of the inorganic bulking agent content latex on the front face 
of this resin film, or said resin film. The thing made to vapor-deposit can be mentioned. Even if such a base material layer is a 
monolayer, it may be the structure where the laminating of [ more than a bilayer ] was carried out. 

[001 0] ** The laminating of the film layer which the melting points, such as a metal salt of the low density polyethylene used as a 
glue line, a vinyl acetate ethylene copolymer, ethylene and (meta) an acrylic-acid copolymer, and an ethylene and (meta) an 
acrylic-acid copolymer, become from the heat-sealing nature resin which is 85-135 degrees C is carried out to the rear-face 
side (side which touches a resin container) of the resin film of the glue line aforementioned base material layer. By the laminating 
of this heat-sealing nature resin film layer, adhesion with a label and a resin container can be strengthened more. 
[0011] (b) Base Material (component) 

As a raw material used as a label in the manufacture approach of the label attachment container of this invention, 1 0 - 45% of 
fine porosity resin oriented film is preferably used for a void content 5 to 60%. As a raw material in the case of the label of the 
above-mentioned structure, it becomes being the following, for example. 

[001 2] ** As an ingredient used as a base material layer base material layer Polypropylene, high density polyethylene, medium 
density polyethylene, straight chain-like polyethylene. Polyester, such as a polyvinyl chloride, polyethylene terephthalate, and 
polybutylene terephthalate. the resin film which made the thermoplastics whose melting points, such as a polyamide, are 127-264 
degrees C contain the end of non-subtlety fine powder eight to 65% of the weight — or the film which carried out coating of the 
inorganic bulking agent content latex on the front face of this resin film, or said resin film — aluminum and Si02 etc. the thing 
made to vapor-deposit can be mentioned. Even if such a base material layer is a monolayer, it may be the film of multilayer 
structure with which the laminating of [ more than a bilayer ] was carried out. In the case of the resin film of such multilayer 
structure, a laminating can be carried out by the approach by the co-extrusion, or the approach by lamination. 
[0013] ** The low temperature of 20 degrees C or more, and independent or the heat-sealing nature resin which consists of two 
or more sorts of mixture (B, B') of the thermoplastics which has the melting point of 78-145 degrees C preferably is used for the 
rear-face side (side which touches a resin container) of the resin film of the glue line aforementioned base material layer from 
the melting point of the raw material resin (A) of this base material layer. The melting point of thermoplastics is the temperature 
of the peak of the DSC curve when measuring 3-1 Omg of sample resin by part for programming-rate/of 5 degrees C with a 
differential heat scan analyzer (DSC) here. 

[0014] As such a heat-sealing nature resin constituent, ethylene system resin, such as a metal salt (Zn, aluminum, Li, K, Na) of 
high density polyethylene, semi-gross density and low density polyethylene, direct chain-line-like polyethylene, an ethylene- 
vinylacetate copolymer, an ethylene acrylic-acid copolymer, an ethylene acrylic-acid alkyl ester copolymer, an ethylene alkyl 
methacrylate ester copolymer (the carbon number of an alkyl group is 1-8), and an ethylene methacrylic-acid copolymer, is used. 
Mixture with 90 - 45 % of the weight is good more than a kind of the resin with which especially the resin (C) of parison was 
chosen from 10 - 55 % of the weight (consistency: 0.88 - 0.94 g/cm3. 10 melt index:0.05-30g /, minutes) of direct chain-line-like 
low density polyethylene, low density polyethylene, the ethylene methacrylic-acid copolymer, the ethylene acrylic-acid 
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copolymer, and the ethylene-vinylacetate copolymer in the case of polypropylene or high density polyethylene. A transparent film 
is sufficient as this heat-sealing nature resin layer, and even if it has not extended, it may be extended. It is good to have not 
carried out crystal orientation, even if extended preferably. The laminated-structure film after said embossing is usually 
preferably extended by the one direction 4 to 10 times 3.5 to 12 times at least. This drawing is temperature lower than the 
melting point of the resin of a base material layer, and is performed at the temperature more than the melting point of heat- 
sealing nature resin. Although orientation of the base material layer is carried out by this drawing, orientation of the heat-sealing 
nature resin layer is not carried out. 

[0015] (c) Total The laminated film which carried out the laminating of the heat-sealing nature resin to the growth above- 
mentioned base material layer is extended by the one direction at least. This drawing is extended 4 to 7 times in a lengthwise 
direction, and is usually preferably extended by the longitudinal direction 5 to 10 times 3.5 to 12 times 3.5 to 10 times especially 
preferably [ it is desirable and ] 4 to 10 times three to 12 times. 

[0016] (d) Meat Generally 30 micrometers - the 300 micrometers of the total thickness of a thickness label are 45-200 
micrometers preferably. Generally 1-30 micrometers of thickness of the adhesives layer of the label which has this inner heat- 
sealing nature resin are 2 micrometers - 20 micrometers preferably. 

[001 7] (e) If the laminated film after the other processing aforementioned drawings (synthetic paper) is required, surface printing 
nature and an adhesive property are improvable by performing corona discharge processing, flame treatment, plasma treatment, 
etc. Moreover, printing is usually performed to the front-face side of said base material layer, for example, a paper— like layer. As 
such printing, there are gravure, offset printing, fiexographic printing, screen-stencil, etc., and a trade name, the manufacturer, a 
sale firm name, the character, a bar code, operation, etc. can be printed by this. 

[001 8] (f) It is important for the label used for the manufacture approach of the container with a label of identification marking 
this invention that identification marking is prepared. As this identification marking, printing in the embossing pattern of wire 
gauges 40-200 (number of the line per inch), punching of 1-10mmphi, a perforation. Braille points, and foaming ink etc. can be 
mentioned, these identification marking is independent in at least one kind of identification marking — or it can use together and 
use. 

[0019] (i) As embossing encaustic wire gauge 40-200 embossing pattern of 40-200 wire gauges, they are a line, a trapezoid, a 
grid, etc. 

(ii) As punching punching, it is an open beam thing about an about 2-6mm hole preferably 1-1 0mm, for example. As a 
configuration of a hole, it can consider as various kinds of configurations, such as a round head, a rectangular head, a triangle, 
and a star type. 

(iii) as a perforation perforation, 1-5mm, it is about 2-3mm in spacing preferably, and put on pore with a magnitude of about 0.3- 
0.6mm continuously preferably width of face of 0.3-1 mm — ****** is made. 

(iv) as Braille-points Braille points — 2-5mm — desirable — spacing of about 3-4mm — it is — 3x3 to 12x1 2mm angle — 
embossing of the magnitude of 5x5 to 10x1 0mm angle extent is prepared preferably. 

[0020] (g) The label for containers with which the surprise processing above-mentioned printing and identification marking were 
given is separated into the label of a required configuration and a dimension by surprise processing. Although this label may be a 
partial thing stuck on a part of container front face, it can be formed as a blank which usually surround the lateral portion of a 
cup-like container. 

[0021] [II] In mould shaping (1) ** In order to make a label equipped with ****** identification marking into the container made of 
resin, and one, after making it arrange so that this identification marking may touch the wall surface in an in mould molding die, in 
mould shaping is carried out. 

[0022] (2) ** As the above-mentioned in mould shaping for carrying out welding of the form label so that it may be united in the 
container made of resin, a vacuum forming, pressure forming, blow molding, matched-die shaping, or injection molding can be 
mentioned. 

(a) After arranging a vacuum forming or pressure-forming identification marking so that the wall surface in an in mould molding 
die may be touched, this melting resin sheet is led in metal mold, and it is made reduced pressure, or carries out by the approach 
of the well-known vacuum forming using compressed-air gas, and/ or pressure forming. 

[0023] (b) After arranging blow molding identification marking so that the wall surface in an in mould molding die may be touched, 
melting parison is drawn in metal mold and it carries out by the approach of well-known blow molding. 

On the manufacture concrete target of a hollow container, beforehand the discernment side of said label, for example to a metal 
mold side After turning and inserting a glue line side inside a metal mold internal surface, the parison of thermoplastics, such as 
polypropylene resin or high- density-polyethylene resin which carried out melting kneading with the extruder, is hung at the 
temperature of 170 degrees C - 250 degrees C in this metal mold. After closing the end by eye a mold clamp, 0.5-1 0kg/cm2 of 
parisons is expanded inside this parison G and by introducing 2-5kg/cm2 of compressed gas of G preferably. While pressing the 
field of the outside of parison to the wall of metal mold by this and fabricating this parison in the configuration where the 
configuration of metal mold was met After pasting up the parison fused to the glue line of the label inserted to the wall of said 
metal mold, fusing the resin of the glue line of a label and carrying out welding of parison and the glue line of a label, it cools, and 
a blow molded container with an aperture and a label is picked out from metal mold, and metal mold is manufactured. 
[0024] (c) After arranging injection-molding identification marking so that the wall surface in an in mould molding die may be 
touched, one can be made to carry out welding of the label to the container made of resin by the usual injection-molding method 
for injection molding melting resin. 

[0025] [III] The container with a label which is more than a label attachment container, and was made and manufactured is the 
good thing which has few generating of a blister, and since a molding cycle is short and shaping cost is also cheap, it can be used 
as general-purpose containers, such as a shampoo bottle, an edible-oil bottle, a motor oil container, a toilet sterilization solvent 
container, and its allogene activity various containers. 
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EXAMPLE 



[Example] The example of an experiment shown below explains this invention still more concretely. 

On one side of the synthetic paper "YUPO FPG-80" (trade name: 31% of void contents) which consists of a fine porosity 
polypropylene oriented film by manufacture Oji-Yuka Synthetic Paper of the label an example 1 - for 3(1) in moulds Coating of 
"ADOKOTO X33P5 [the toluene solution of an ethylene-vinylacetate copolymer (crystallization temperature of 58 degrees C 
measured by DSC)]" is carried out in the coverage of 4 g/m2. an Oriental Morton thermo-sensitive heat-sealing agent — drying 
— further — a heat-sealing agent — objection — respectively — (**) — the object for a hair shampoo (example 1 ), and (**) — 
the object for hair rinses (example 2) and printing for a body (Ha) shampoo (example 3) were performed. Subsequently, while 
giving complete embossing of a wire gauge 60 to the label for a (b) hair shampoo, six punching with a diameter of 5mm is opened. 
While giving both-sides side embossing of a wire gauge 1 00 to the label for (b) hair rinses, five punching with a diameter of 5mm 
is opened. While embossing a wire gauge 120 to the 1/4th page of the label for a body shampoo, four pieces and five punching 
with a diameter of 3mm are opened for punching with a diameter of 5mm. (Ha) the above-mentioned (**) — the shampoo for hair 
(example 1), and (**) — a hair rinse (example 2) — and the magnitude of a body (Ha) shampoo (example 3) — respectively — as 
the 10cmx10cm label for in moulds — piercing — (**) — the label for a shampoo for hair, and (**) — the label for hair rinses and 
the label for a body (Ha) shampoo were manufactured. 

[0027] (2) blow molding — metal mold was made to equip with the label for in moulds of these so that the field (glue line) where 
coating of the heat-sealing agent of this label was carried out, and the field (surface layer) of an opposite hand may touch the 
wall surface of metal mold Subsequently, in this metal mold, "high— density— polyethylene BZ-50" by Mitsubishi Chemical was 
extruded with the "V-50 mold blow molding machine" By Placo, and parison was extruded with the resin temperature of 200 
degrees C. And a mold aperture is carried out after supplying the compressed air with a pressure of 5kg/cm2 in parison after 
inserting this parison with the metal mold which cooled 20-degree C cooling water by 30I. the amount of water for /, and carrying 
out size enlargement of the parison to this metal mold wall. (**) 200mm and whose thickness 60mm and height are 1mm for a 
drum diameter — the hollow container for a hair shampoo (example 1 ), and (**) — it fabricated as the hollow container for hair 
rinses (example 2), and a hollow container for a body (Ha) shampoo (example 3). 

[0028] (3) Criticism The hollow container for a ****** (b) hair shampoo, the hollow container for (b) hair rinses, And the result of 
having examined and got the hollow container for a body (Ha) shampoo by ten totally blind persons who taught the identifying 
method beforehand, The container which six punching with a complete embossing and a diameter of 5mm was able to open [ all 
the members ] is 600 yen of the hollow container for a (b) hair shampoo. The container which five punching with a both-sides 
side embossing and a diameter of 5mm was able to open is 500 yen of the hollow container for (b) hair rinses. And the container 
which was able to open four pieces and five punching with a diameter of 3mm for punching with 1 /4 embossing and a diameter of 
5mm applied simply that it was a hollow container for a body (Ha) shampoo. 
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DESCRIPTION OF DRAWINGS 



[Brief Description of the Drawings] 

[Drawin g 1] Drawing 1 is the perspective view of the hollow container for a label attachment body shampoo which stuck the label 
for in mould shaping which gave identification marking by embossing manufactured by the manufacture approach of the label 
attachment container of this invention, and large and small punching. 
[Description of Notations] 

1 Label Attachment Container 

2 Label for in Moulds 

3 Embossing 

4 Punching (Size) 

5 Punching (Smallness) 
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DRAWINGS 



[ Drawi ng 1] 
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[Procedure amendment] 

[Filing Date] November 26. Heisei 15 (2003. 1 1.26) 

[Procedure amendment 1] 

[Document to be Amended] Description 

[Item(s) to be Amended] Claim 

[Method of Amendment] Modification 

[The content of amendment] 

[Claim(s)] 

[Claim 1] 

To the front face of a fine porosity resin oriented film whose void content is 5 - 60%, it is (i). The embossing pattern of 40-200 
wire gauges, (ii) Punching (iii), The label which gave at least one kind of identification marking chosen from printing by the 
perforation and the (iv) Brailie points The manufacture approach of the label attachment container characterized by performing in 
mould shaping within this metal mold, and making one carry out welding of this label to the container made of resin after arranging 
in metal mold so that this identification marking may touch a metal mold wall. 
[Claim 2] 

The manufacture approach of a label attachment container according to claim 1 that it leads a melting resin sheet in this metal 

mold, draws a vacuum forming, pressure forming, or melting parison, and carries out injection molding of blow molding or the 

melting resin after in mould shaping arranges identification marking so that a metal mold wall may be touched. 

[Procedure amendment 2] 

[Document to be Amended] Description 

[Item(s) to be Amended] 0005 

[Method of Amendment] Modification 

[The content of amendment] 

[0005] 

[Embodiment of the Invention] 
[I] Label attachment container 
(1 ) The body of a container 
(a) Base Material 

As a raw material for the bodies of a container used for in mould shaping which makes attachment of a label and shaping of a 
container one within metal mold in the manufacture approach of the label attachment container of this invention Although the 
well-known thermoplastics used in case various containers are manufactured by the shaping approaches, such as blow molding, 
injection molding, differential pressure shaping (a vacuum forming, pressure forming), press forming, and foaming, can be used, it is 
desirable to use the thermoplastics especially whose melting point is 135-264 degrees C. 

As an example of such thermoplastics, it is 3 polypropylene and the consistency of 0.880-0.965g/cm. Polyethylene, polystyrene, a 

polyacrylonitrile, a polyvinyl chloride, polyethylene terephthalate, a polyamide, a polycarbonate, etc. can be mentioned. Especially 

in these thermoplastics, it is desirable to use polypropylene and high density poly CHIREN. Moreover, you may use as a layered 

product, and two or more sorts may be blended and used. 

[Procedure amendment 3] 

[Document to be Amended] Description 

[Item(s) to be Amended] 0008 

[Method of Amendment] Modification 

[The content of amendment] 

[0008] 

(a) Style ** 

The label which gave the above-mentioned identification marking is the thing which the structure made the thing of the two-layer 
structure which consists of fundamentally a base material layer and a glue line which consists of heat-sealing nature resin by 
which the laminating was carried out to the rear-face side of this base material layer, or 3 in.which the paper-like layer of the 
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uniaxial-stretching object of a resin film which contains the end of non-subtlety fine powder in a front-face side further was 

formed layer systems, or the thing further made into multilayer structure. 

[Procedure amendment 4] 

[Document to be Amended] Description 

[Item(s) to be Amended] 0009 

[Method of Amendment] Modification 

[The content of amendment] 

[0009] 

Although such a label is a slip-like before being stuck on a container within metal mold, after attachment is united with a 
container. 

[Procedure amendment 5] 

[Document to be Amended] Description 

[Item(s) to be Amended] 0010 

[Method of Amendment] Modification 

[The content of amendment] 

[0010] 

(b) Base Material (component) 

As a raw material used as a label in the manufacture approach of the label attachment container of this invention, 10 - 45% of 

fine porosity resin oriented film is preferably used for a void content 5 to 60%. 

[Procedure amendment 6] 

[Document to be Amended] Description 

[Item(s) to be Amended] 001 1 

[Method of Amendment] Modification 

[The content of amendment] 

[0011] 

As a raw material in the case of the label of the above-mentioned structure, it becomes being the following, for example. 

[Procedure amendment 7] 

[Document to be Amended] Description 

[Item(s) to be Amended] 0014 

[Method of Amendment] Modification 

[The content of amendment] 

[0014] 

As such a heat-sealing nature resin constituent, ethylene system resin, such as a metal salt (Zn, aluminum, Li, K, Na) of high 
density polyethylene, semi-gross density and low density polyethylene, direct chain-line-like polyethylene, an ethylene- 
vinylacetate copolymer, an ethylene acrylic-acid copolymer, an ethylene acrylic-acid alkyl ester copolymer, an ethylene alkyl 
methacrylate ester copolymer (the carbon number of an alkyl group is 1-8), and an ethylene methacrylic-acid copolymer, is used. 
Mixture with 90 - 45 % of the weight is good more than a kind of the resin with which especially the resin (C) of parison was 
chosen from 10 - 55 % of the weight (consistency: 0.88 - 0.94 g/cm3, 10 melt index:0.05-30g /, minutes) of direct chain-line-like 
low density polyethylene, low density polyethylene, the ethylene methacrylic-acid copolymer, the ethylene acrylic-acid 
copolymer, and the ethylene-vinylacetate copolymer in the case of polypropylene or high density polyethylene. 
A transparent film is sufficient as this heat-sealing nature resin layer, and even if it has not extended, it may be extended. It is 
good to have not carried out crystal orientation, even if extended preferably. 
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